Abstract: A Tribaloy family of alloys (CoMoCrSi) are characterized by a substantial resistance to wear and corrosion within a wide range of temperatures. These properties are a direct result of their microstructure including the presence of Laves phase in varying proportions. Tribaloy T-800 exhibits the highest content of Laves phase of all other commercial Tribaloy alloys, which provides high hardness and wear resistance. On the other hand, a large content of the Laves phase brings about a high sensitivity to brittle fracture of this alloy. The main objective of this work was a development of the Tribaloy T-800 coatings on the Ni-based superalloy substrate (RENE 77), which employs a Laser Engineered Net Shaping (LENS TM ) technique. Technological limitations in this process are susceptibility of T-800 to brittle fracture as well as significant thermal stresses due to rapid cooling, which is an inherent attribute of laser techniques. Therefore, in this work, a number of steps that optimized the LENS TM process and improved the metallurgical soundness of coatings are presented. Employing volume and local substrate pre-heating resulted in the formation of high quality coatings devoid of cracks and flaws.
Introduction
Nickel-based (Ni-based) superalloys exhibit a combination of high strength and corrosion/oxidation resistance at elevated temperatures.
These virtues make the Ni-based superalloys widely used for producing components of various systems working at extreme service conditions such as gas turbines in jet engines, pumps, and pipes for chemical and petrochemical industries and rocket engines. A long service at extreme service conditions eventually leads to severe wear of Ni-based superalloy parts, particularly at the surface layer, which limits their useful service life [1] . Therefore, new materials and technologies are being sought, which could improve efficiency and service life of highly stressed components working at high temperatures. In order to regenerate those components and bring them to the original condition, at least partially, protective coatings are applied to extend their useful service life [2, 3] . The regenerative coatings also allow us to control certain properties like the increase of corrosion/oxidation and wear resistance. These coatings also prevent the effects of rapid temperature fluctuations. For the components made of Ni-based superalloys that work under severe wear conditions, the improvement of their wear alloying of T-800 with iron (Fe) can also improve some properties. If the Fe content exceeds 10 wt.%, the microstructure undergoes a substantial alteration such that dendrites are refined, Laves phases disappear, and the alloy becomes more fracture-resistant while its hardness and wear resistance are lowered [17] .
Navas et al. [18] reported that an intelligent choice of processing parameters can also alleviate the problems described above. The technology of Laser Cladding permitted us to obtain good quality T-800 coatings on an AISI 304 substrate. The obtained coating exhibited a high hardness about 850 HV0. 3 and measurably improved wear resistance of the substrate [18] . In addition, in order to reduce thermal stresses in the coating, which can be a source of brittle cracking, it could be beneficial to pre-heat the substrate just before depositing the coating [19, 20] .
Due to its characteristics, T-800 seems to be a very attractive alloy for the components exposed to high service temperatures and wear conditions, like turbine blades. In these applications, besides wear resistance, a substantial oxidation resistance is also required. Yuduo et al. [21] reported that T-800 has high oxidation resistance at elevated temperatures, which can be additionally enhanced by alloying with 4 wt.% rhenium (Re).
In this work, an attempt is made to investigate varying processing parameters for producing coatings of Tribaloy T-800 on the Ni-based superalloy, RENE 77, substrate. In order to obtain metallurgically sound deposits, devoid of microcracks and flaws, exhibiting a gradual distribution in the chemical composition and microhardness at the interface deposit-substrate, the coatings were produced by the LENS TM (Laser Engineered Net Shaping) technique. Due to local substrate heating, this technique minimizes the heat affected zone. This, in turn, reduces "thermal distortions" and the amount of substrate material in the deposit. In addition, LENS TM allows depositing coatings with controlled thickness on any randomly selected area of the substrate.
Materials and Methods

Characterization of the Initial Powder
The initial powder was Tribaloy T-800 provided by LPW Technology Ltd. (Widnes, UK). The powder particles analyzed with an electron microscope Quanta 3G FEM Dual Beam (FEI, Hillsboro, OR, USA) shows a spherical morphology (Figure 1a) . A powder cross section reveals a miniscule porosity ( Figure 1b ) and a dendritic microstructure within the particles (Figure 1c ). refined, Laves phases disappear, and the alloy becomes more fracture-resistant while its hardness and wear resistance are lowered [17] . Navas et al. [18] reported that an intelligent choice of processing parameters can also alleviate the problems described above. The technology of Laser Cladding permitted us to obtain good quality T-800 coatings on an AISI 304 substrate. The obtained coating exhibited a high hardness about 850 HV0.3 and measurably improved wear resistance of the substrate [18] . In addition, in order to reduce thermal stresses in the coating, which can be a source of brittle cracking, it could be beneficial to preheat the substrate just before depositing the coating [19, 20] .
Materials and Methods
Characterization of the Initial Powder
The initial powder was Tribaloy T-800 provided by LPW Technology Ltd. (Widnes, UK). The powder particles analyzed with an electron microscope Quanta 3G FEM Dual Beam (FEI, Hillsboro, OR, USA) shows a spherical morphology (Figure 1a) . A powder cross section reveals a miniscule porosity ( Figure 1b ) and a dendritic microstructure within the particles (Figure 1c) . Chemical composition measurements by energy dispersive X-ray spectroscopy (EDAX, Mahwah, NJ, USA) confirmed the nominal chemical composition from the producer ( Table 1 ). The particle size distribution analysis showed that about 99% particle sizes was within the range of 44 to 150 μm (Cumulative Volume Fraction in Figure 2 ). The T-800 powder has high microhardness of 1180 HV0.1. Chemical composition measurements by energy dispersive X-ray spectroscopy (EDAX, Mahwah, NJ, USA) confirmed the nominal chemical composition from the producer ( Table 1 ). The particle size distribution analysis showed that about 99% particle sizes was within the range of 44 to 150 µm (Cumulative Volume Fraction in Figure 2 ). The T-800 powder has high microhardness of 1180 HV0.1. 
Experimental Procedures
Deposits of the T-800 alloy were produced using a Laser Engineered Net Shaping (LENS TM ) technique. This is one of the large family 3D printing techniques, whose great advantage is a production of components with pre-determined geometries and nearly any shape [22] [23] [24] .
Currently, LENS is used for manufacturing components made from a wide range of materials, like stainless steels, titanium, nickel, or cobalt-based alloys [25, 26] . A control of process parameters such as the powder flow rate, the laser power, and the travel of the working table allows us to obtain a desired microstructure of the components and modification of their surfaces, which increases wear and corrosion resistance [27] . It can also be employed in the regeneration of worn out components [28] .
Fabrication of the T-800 coatings was carried out using the LENS 850-R system (Optomec, Albuquerque, NM, USA). It contains a movable table (moving along the X and Y axes), on which a substrate is placed. Inside the work chamber, there is a laser and nozzles supplying the powder under an argon protective atmosphere. Powder is directed into the laser beam focus zone where it is melted and deposited on the substrate. The entire process is computer controlled and results in a controlled thickness of a deposited coating.
The coatings were deposited on the polished and sand blasted RENE 77 alloy substrate with the composition in Table 2 . The dimensions of the substrate plates were as follows: 35 mm × 15 mm × 13 mm (length × width × height). The dimensions of the deposit made by the controlled geometry LENS technique are as follows: width 10 mm, length 10 mm, and height 2.5 mm. 
The coatings were deposited on the polished and sand blasted RENE 77 alloy substrate with the composition in Table 2 . The dimensions of the substrate plates were as follows: 35 mm × 15 mm × 13 mm (length × width × height). The dimensions of the deposit made by the controlled geometry LENS technique are as follows: width 10 mm, length 10 mm, and height 2.5 mm. The metallurgical soundness of each deposit was investigated by an optical (Nikon Eclipse MA2000, Amsterdam, The Netherlands) and stero (Nikon SMZ1500, Amsterdam, The Netherlands) microscopes. Both surface and cross-sectional metallographic samples were investigated. Porosity of deposits was assessed by stereological image analysis and expressed as a ratio of the total area of pores to the total area of selected surface, according to the following formula:
where: P-porosity (%); Sp-the total pore area (µm 2 ); Scz-the total area of selected surface (µm 2 ). X-ray computed microtomography (µCT) (Nikon/METRIS XT H 225 ST, Leuven, Belgium) was employed on selected deposits to assess the presence of flaws and cracks in the material.
Microstructural observations and chemical analysis (point, linear, and element mapping) were carried out with a scanning electron microsope FEI Quanta 3G FEM Dual Beam (Hillsboro, OR, USA) equipped with an EDS attachment. Phase analysis was carried out in a Rigaku ULTIMA IV diffractometer (Neu-Isenburg, Germany) utilizing CoK α radiation ranging from 20 to 140 • in 2θ with a step size of 0.02 • and exposure time of about 3s. An acceleration voltage of 40 kV and 20 mA current were applied.
The Vickers microhardness profile in the substrate-coating was investigated with a microhardness tester Shimadzu HMV (Duisburg, Germany) under a load of 100 G and 10-s dwell time. The indents were made every 100 µm starting from the substrate side.
Results and Discussion
Selection of LENS Parameters
For coating fabrication by the LENS technique, the following process parameters were always fixed: carrier gas flow in a powder supply unit and in a central nozzle was 4 and 25 l/min, respectively. The content of oxygen and water vapor in the working chamber was controlled during the process at the level of 22.7 and 8 ppm, respectively. The thickness of each deposited layer was 0.5 mm. In order to find out the optimal LENS process parameters, a number of trials was carried out where the laser power, powder feeding rate, laser head travel rate, and substrate temperature were varied accordingly. Table 3 shows the working parameters of fabricated coatings. The powder feeding rate was 7.6 g/min for sample 1, 5.2 g/min for sample 6, and 4.6 g/min for other samples. The laser head travel rate ranged from 4 to 16 mm/s. Laser power was within a range of 300 to 500 W even though, for the first two layers in samples 15-18, the laser power was 300 W and the remaining layers were fabricated with the power of 500 W. In addition, the substrate temperature was also regulated. Some coatings were deposited at ambient temperature (samples 1-3) and others after pre-heating the working table to 300 • C. For selected coatings besides pre-heating of the working table, the surface was heated by a laser with a power within a range of 150 to 300 W.
Microscopic observations (not shown) revealed that the coatings fabricated without surface and/or volume substrate pre-heating contained numerous surface and volume cracks and flaws that, most likely, were generated by thermal stresses due to a rapid cooling rate. Those coatings that were fabricated with the substrate volume pre-heating up to 300 • C showed a greatly reduced number of cracks and, in the case of additional point laser heating, the cracks disappeared. Figure 3a ,b shows an X-ray computer tomography image for a volume cracked sample and the one which is metallurgically sound, respectively. Microscopic observations (not shown) revealed that the coatings fabricated without surface and/or volume substrate pre-heating contained numerous surface and volume cracks and flaws that, most likely, were generated by thermal stresses due to a rapid cooling rate. Those coatings that were fabricated with the substrate volume pre-heating up to 300 °C showed a greatly reduced number of cracks and, in the case of additional point laser heating, the cracks disappeared. Figure 3a and Figure  3b shows an X-ray computer tomography image for a volume cracked sample and the one which is metallurgically sound, respectively. Figure 4 shows dependence between substrate temperature and energy density. For samples 1-9, the energy density was calculated using the laser power employed in the depositing process. For samples 10-14, the energy density was calculated using the laser power employed for the substrate heating since it was different than the power for the depositing process. The X marks samples with cracks. Figure 4 shows dependence between substrate temperature and energy density. For samples 1-9, the energy density was calculated using the laser power employed in the depositing process. For samples 10-14, the energy density was calculated using the laser power employed for the substrate heating since it was different than the power for the depositing process. The X marks samples with cracks.
Figure 4.
Plot of dependence between substrate temperature and energy density (for samples 1-9, the energy density was calculated using the laser power employed in the depositing process-marked in Figure 4 . Plot of dependence between substrate temperature and energy density (for samples 1-9, the energy density was calculated using the laser power employed in the depositing process-marked in blue. For samples 10-14, the energy density was calculated using the laser power employed for the substrate heating-marked in orange). The X marks indicate samples with cracks. Figure 4 shows that it is feasible to obtain metallurgically sound microstructure of Tribaloy T-800 coatings (no cracks) when the substrate is furnace pre-heated to 300 • C with the additional substrate point laser heating if the energy density is within the range of 25 to 50 J/mm 2 . Lower energy density results in coatings' cracking. However, since the geometrical shape of fabricated coatings diverged from the required geometrical model, the coating process was further modified.
The pre-determined geometrical coating dimensions were 10 mm × 10 mm × 2.5 mm with the narrowest dilution zone possible in order to avoid any chemical content changes of the deposit and its properties. Coatings 1-14 diverged greatly from the desired dimensions, which prompted us to change the parameters of fabrication (samples 15-18). The new processes was based on the LENS parameters for sample 13. The laser power was modified such that, when depositing of the first two layers, the power was 300 or 400 W with a further increase to 500 W for the next three to five layers.
Microscopic observations of the cross-sections of samples 13-18 were used to find out the characteristic dimensions of the coatings such as the height, width, dilution zone, and porosity, which are shown in Table 4 . The measurements indicate that the characteristic dimensions of Tribaloy T-800 coatings strongly depend on the processing parameters. The coating height nearest the required one (2.5 mm) is exhibited by sample 17, while sample 14 shows depth near the required one (10 mm).
Sample 13 exhibits the largest dilution zone approaching nearly 0.9 mm, while sample 15 has the smallest dilution zone of 0.07 mm, which was fabricated by varying laser power of 300 W for the first two layers and 500 W for the remaining layers. Apparently, using a lower laser power for depositing the first few layers, is beneficial for getting a small dilution zone. Table 4 also includes the results of porosity measurements, which show that samples 15 and 16 has high porosity of 2.6% and 5.3%, respectibvely. The remaining samples have porosity values less than 1%.
Taking into account the results in Tables 3 and 4 , the optimal combination of processing parameters, which result in dimensions close to the required ones is met for sample 18.
Characterization of Obtained Coatings
Microstructure
The microstructure of metallurgically sound sample 18 without cracks and with the lowest porosity (Tables 3 and 4) was investigated by scanning electron microscopy. The SEM images of the areas on the substrate-deposit interface are shown in Figure 5 . Figure 5a and Figure 5b show the microstructure of the interface between the deposit and substrate while Figure 5c and Figure 5d show the microstructure of the deposit bulk. Figure 5a shows a few areas numbered 1-4. Area #1 is a substrate, area #2 is a deposit melted into the substrate, area #3 is the first deposit layer, and area #4 is the deposit. Higher magnifications of these areas are shown in Figure 5b and Figure 5c . In addition, in Figure 5c , the microstructure at the cross section of two layers that were deposited transverse to one another, as indicated by the orientation of the bright phase, is observed. Figure 5c and Figure 5d clearly show a dendritic microstructure of the deposit. Some characteristic phases are observed in Figure 5d at higher magnification.
Elemental distribution maps in Figure 6 show the presence of two phases. Light dendrites are Figure 5a shows a few areas numbered 1-4. Area #1 is a substrate, area #2 is a deposit melted into the substrate, area #3 is the first deposit layer, and area #4 is the deposit. Higher magnifications of these areas are shown in Figure 5b ,c. In addition, in Figure 5c , the microstructure at the cross section of two layers that were deposited transverse to one another, as indicated by the orientation of the bright phase, is observed. Figure 5c ,d clearly show a dendritic microstructure of the deposit. Some characteristic phases are observed in Figure 5d at higher magnification.
Elemental distribution maps in Figure 6 show the presence of two phases. Light dendrites are rich in Mo and silicon Si while the interdendritic spaces contain mainly Co and Cr. An example of the X-ray diffraction pattern in Figure 7 confirms the presence of two phases: Co3Mo2Si (#01-082-6068 in DHN PDF 4 database) and a Co-based one (#01-071-4238 in DHN PDF 4 database). In order to find out a chemical composition profile at the substrate-deposit interface, a linear EDS analysis was carried out. Ideally, the interface should exhibit a continuous compositional change. The EDS analysis started from the substrate toward the deposit (Figure 8a ) and the results in Figure 8b indicate a rapid change in the content of Ni, Co, Mo, and Cr. As expected, with increasing distance from the substrate, the content of Ti decreases and traces of Si start appearing. The Ni content initially rapidly drops at the substrate-deposit interface then levels up and, at the distance of 1 mm from the interface, decreases to nearly zero. Within a 1-mm distance from the interface, the dominant elements are Co, Mo, Cr, i, and Si, which correspond well to the original composition of the initial powder. An example of the X-ray diffraction pattern in Figure 7 confirms the presence of two phases: Co 3 Mo 2 Si (#01-082-6068 in DHN PDF 4 database) and a Co-based one (#01-071-4238 in DHN PDF 4 database). An example of the X-ray diffraction pattern in Figure 7 confirms the presence of two phases: Co3Mo2Si (#01-082-6068 in DHN PDF 4 database) and a Co-based one (#01-071-4238 in DHN PDF 4 database). In order to find out a chemical composition profile at the substrate-deposit interface, a linear EDS analysis was carried out. Ideally, the interface should exhibit a continuous compositional change. The EDS analysis started from the substrate toward the deposit (Figure 8a ) and the results in Figure 8b indicate a rapid change in the content of Ni, Co, Mo, and Cr. As expected, with increasing distance from the substrate, the content of Ti decreases and traces of Si start appearing. The Ni content initially rapidly drops at the substrate-deposit interface then levels up and, at the distance of 1 mm from the interface, decreases to nearly zero. Within a 1-mm distance from the interface, the dominant elements are Co, Mo, Cr, i, and Si, which correspond well to the original composition of the initial powder. In order to find out a chemical composition profile at the substrate-deposit interface, a linear EDS analysis was carried out. Ideally, the interface should exhibit a continuous compositional change. The EDS analysis started from the substrate toward the deposit (Figure 8a ) and the results in Figure 8b indicate a rapid change in the content of Ni, Co, Mo, and Cr. As expected, with increasing distance from the substrate, the content of Ti decreases and traces of Si start appearing. The Ni content initially rapidly drops at the substrate-deposit interface then levels up and, at the distance of 1 mm from the interface, decreases to nearly zero. Within a 1-mm distance from the interface, the dominant elements are Co, Mo, Cr, i, and Si, which correspond well to the original composition of the initial powder. 
Microhardness
As shown in Figure 9a , the microhardness values show a drop (Figure 9a ) at a distance of about 750 μm from the substrate, which, as shown in Figure 9b , is due to a local increase in the Ni content at the same distance. Figure 9b also shows that, at a distance of about 1 mm from the substrate, the Ni content drops to 1-2 at.% while microhardness increases to the 800-900 HV0.1 range and then stabilizes approximately at the same level. 
As shown in Figure 9a , the microhardness values show a drop (Figure 9a ) at a distance of about 750 µm from the substrate, which, as shown in Figure 9b , is due to a local increase in the Ni content at the same distance. Figure 9b also shows that, at a distance of about 1 mm from the substrate, the Ni content drops to 1-2 at.% while microhardness increases to the 800-900 HV0.1 range and then stabilizes approximately at the same level. The average microhardness of the RENE 77 substrate is about 450 HV0.1 while the microhardness of the deposited Tribaloy T-800 coating is nearly two-fold higher. However, the microhardness of the Tribaloy T-800 coating is nearly 300 HV0.1 lower than that of the initial Tribaloy T-800 powder (1180 HV0.1). The difference in hardness between the T-800 powder and the coating made of this powder is due to the cooling rate used during the manufacturing process. The cooling rate during powder atomization is much higher than the cooling rate used in the LENS process (for example: cooling rate of argon-gas atomized nickel-10 5 -10 6 K/s, LENS process-10 3 K/s).
Discussion
The present work clearly shows that laser techniques and, in particular, the LENS technique, are capable of fabricating the Tribaloy T-800 coatings on the RENE 77 substrate. Testing of various fabrication process parameters has clearly shown that, in order to obtain a metallurgically sound coating, without cracking, a substrate temperature must be judiciously adjusted. In those variants of the process without substarte pre-heating, various surface and volume cracks and flaws were always formed in the deposits, as reported by Diaz [19] . Furthermore, Przybyłowicz i Kusinski [29] recommended heating a Ni-based superalloy substrate (IN718) to 500 °C in order to eliminate cracking in the Tribaloy T-400 coating. In the present work for the T-800-RENE 77 materials, a sole substrate volume pre-heating was not completely effective since cracks still appeared in the sample. A better solution was a combination of substrate volume pre-heating with a point laser heating having energy density within a range of 25 to 50 J/mm 2 . Therefore, by heating the substrate to a temperature of about 550 °C (by heating the working table and laser preheating) and by changing energy density during the fabrication of the coating, we achieve a coating with a good geometrical quality, which exhibits a minimal dilution zone with the substrate and is devoid of cracks.
In this work, we eliminated cracks by pre-heating the substrate. Other solutions are known in the literature to help avoid cracks, such as the ones using intermediate layers [30] .
A great advantage of the LENS technique is the possibility of depositing coatings with predetermined dimensions. Fabrication processes have shown that, through an adjustment of the process parameters, it is feasible to fabricate a metallurgically sound coating, without porosity/cracking and with good adhesion to the substrate with a pre-determined geometry.
A Tribaloy T-800 coating fabricated in the present work is characterized metallurgically by the microstructure typical for the commercial Tribaloy alloys, in which two phases are present. The first phase is an intermetallic Laves phase, which contains predominantly Co, Mo i Si (Co3Mo2Si), embedded in the Co solid solution matrix. Navas et al. also reported a similar microstructure [18] .
The results of the measurements of linear chemical composition and microhardness changes in the deposited sample show a fluctuation of elemental distribution of alloying elements, in particular The average microhardness of the RENE 77 substrate is about 450 HV0.1 while the microhardness of the deposited Tribaloy T-800 coating is nearly two-fold higher. However, the microhardness of the Tribaloy T-800 coating is nearly 300 HV0.1 lower than that of the initial Tribaloy T-800 powder (1180 HV0.1). The difference in hardness between the T-800 powder and the coating made of this powder is due to the cooling rate used during the manufacturing process. The cooling rate during powder atomization is much higher than the cooling rate used in the LENS process (for example: cooling rate of argon-gas atomized nickel-10 5 -10 6 K/s, LENS process-10 3 K/s).
The present work clearly shows that laser techniques and, in particular, the LENS technique, are capable of fabricating the Tribaloy T-800 coatings on the RENE 77 substrate. Testing of various fabrication process parameters has clearly shown that, in order to obtain a metallurgically sound coating, without cracking, a substrate temperature must be judiciously adjusted. In those variants of the process without substarte pre-heating, various surface and volume cracks and flaws were always formed in the deposits, as reported by Diaz [19] . Furthermore, Przybyłowicz i Kusinski [29] recommended heating a Ni-based superalloy substrate (IN718) to 500 • C in order to eliminate cracking in the Tribaloy T-400 coating. In the present work for the T-800-RENE 77 materials, a sole substrate volume pre-heating was not completely effective since cracks still appeared in the sample. A better solution was a combination of substrate volume pre-heating with a point laser heating having energy density within a range of 25 to 50 J/mm 2 . Therefore, by heating the substrate to a temperature of about 550 • C (by heating the working table and laser preheating) and by changing energy density during the fabrication of the coating, we achieve a coating with a good geometrical quality, which exhibits a minimal dilution zone with the substrate and is devoid of cracks.
A great advantage of the LENS technique is the possibility of depositing coatings with pre-determined dimensions. Fabrication processes have shown that, through an adjustment of the process parameters, it is feasible to fabricate a metallurgically sound coating, without porosity/cracking and with good adhesion to the substrate with a pre-determined geometry.
A Tribaloy T-800 coating fabricated in the present work is characterized metallurgically by the microstructure typical for the commercial Tribaloy alloys, in which two phases are present. The first phase is an intermetallic Laves phase, which contains predominantly Co, Mo i Si (Co 3 Mo 2 Si), embedded in the Co solid solution matrix. Navas et al. also reported a similar microstructure [18] .
The results of the measurements of linear chemical composition and microhardness changes in the deposited sample show a fluctuation of elemental distribution of alloying elements, in particular Ni, from the substrate to the deposit. The effect of the Ni distribution content on microhardness is still observed up to about 1 mm distance from the substrate.
The Tribaloy T-800 coatings on the RENE 77 substrate increase microhardness of the working surface by about 400 HV with respect to the microhardness of the RENE 77 substrate.
Conclusions
The research carried out in this work shows that it is feasible to fabricate the metallurgically sound Tribaloy T-800 coatings, devoid of cracks and flaws, on the RENE 77 substrate using the LENS technique. It has been found that the technological coating process parameters greatly influence the metallurgical soundness of coatings. A principal process parameter influencing quality is the substrate temperature. Depositing the Tribaloy T-800 coatings using the LENS technique should be carried out on the pre-heated surface, which greatly reduces thermal stresses and prevents cracking and flaw formation within the cross section of the deposit. Microscopic observations confirm a formation of the dual phase microstructure, which is typical for the commercial Tribaloy alloys. These alloys consist of Laves phase dendrites embedded in the Co solid solution matrix. Linear chemical analysis combined with microhardness measurements indicate chemical composition fluctuations, predominantly Ni, at the interface substrate-coating. Microhardness increases nearly two-fold toward the deposit.
